Work Order ID 91138 


Mou ` | 
*01138* 


October-03-12 9:00:50 AM 


Item ID: 
Revision ID: 


D3805-041 


Accept *NONNN4010N* 


Page I 


Sep Start #NG 1 * 


Item Name: Wearplate Assembly Fwd, Low Gear Stop * d Q 2 * 
Start Date: 03/10/2012 Start Qty: 8.00 FOK Cust Item ID: 
Required Date: 12/11/2012 Req'd Qty: 8.00 ZO? Customer: 
Reference: 
Pr vi Sei | Ge = B É Run Start A ke 
Approvals: Process Plan: MA. S Date: 12-10-03 Tooling: Date: N R 1 
i Sto 
QC: ` Date: SPC (Y/N): _ Date P <+ N R 2 * 
Sequence ID/ Operation Set Up/ å Tool ID  Tool# Plan Accept I Reject Reject Insp. i 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
Draw Nbr Revision Nbr 
D3805 B 

100 I 0.00 ) Ë H En 8 i 7 o TE 
*4NN* e PAZ: L 
Large Fab Memo 0.00 EE a LA MOU 
Large Fab 1- On D3806-1, fill cut outs with hardcoat welding rod as per dwg D3805 

2059 B Hardcoat Welding Rod 

BATCH#: (n IA 3 2 (5 

2-weld D3806-1 to D3805-1 together as per dwg D3805 
304 S.S. Welding Rod 
BATCH#: DS 1) 
3-Transfer drill holes in bar 

110 OCH, Inspect visual per QSI004- Fusion Welds 0.00 dr 
lt A 
QC Memo 0.00 I 


Quality Control 


" 


n DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


AGAINST DEPARTMENT/PROCESS 


DISPOSITION 
Work Order: N 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Ir FAULTCATEGORY —  __ _ O CATEGORY 
Landing Gear General 
NM Bending Å Bend || Grain : Ovalized f Pressure/Forced 
m Centre Not Concentric to O/S ill BOM/Route H Hardware Over/Under tolerance Temperature/Cure 
HE Cracks E Broken/Damaged lll Inspection Incomplete Part Incorrect Weld 
B Crushed/Crimped. a Burrs a Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
xz Cuffs l l Contamination E Maintenance Part Moved 
m Heat Treat || Countersink lš Mislabeled Positioned Wrong 
m Inspection Strip in Tube | Cut Too Short Æ Misread Power Loss/Surge Æ Other 
|| Ripples in Bend m Drill Holes Offset 
m Torque Waves in Extrusion Drawing ; lš Out of Calibration 
H Turning Sequence l Finish || Out of Sequence 


m Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


m Folio 


Outside Dimensions 


Work Order ID 91138 


October- -03- iat 9: 00: WAM 
D3805- 041 


“011387 


Page 2 


Item ID: Accept *NO000401 00 Setup Start “NIS1 * 
Revision ID: ` 5 
[tem Name: Wearplate Assembly Fwd, Low Gear Stop * N G 9 * 
Start Date: 03/10/2012 Start Qty: 8.00 * Q * Cust Item ID: 
Required Date: 12/11/2012 Req'd Qty: 8.00 *O%* Customer: 
Reference: 

Ë EE ose = = Ë Run Start A * 
Approvals: Process Plan: ú Date: č Tooling: Date: N R 1 

Sto 
Qc: | _ Date: 8 SPC (Y/N): Date: P x N R 2 * 

Sequence ID/ Operation Set Up/ Tool ID Tool# Plan “Accept ‘Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
120 QC5- Inspect part completeness to step on W/O 0.00 í A 
wkl d Bo n 
QC Memo 


Quality Control 


130 


#1290 


Powdercoat 


Powder Coating 


Abe 


*4AN* 
QC 


Quality Control 


Grey Sandtex(Ref:4.3.5.6) per QS1005 4.3 


Memo 

START TIME: d — E 
OVEN TEMPERATURE: O 
FINISH TIME: 


TTS 


QC3- Inspect Part Finish 


Memo 


0.00 VG DN 


ML 


CK Z 


"Zait: 


0.00 


$ 2 Pp? å 


DOA: f . Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Crosstube Water Jet Engineering 
Small Fab . Prod. Eng. Coor. Quality 
Finishing Rec/Store/Packaging Other 
Composite Supplier 


Work Order: 
Rework Skid-tube 
Part No. Scrap Machining 
Thermoforming 
Large Fab 


Use-as-is 
NCR No. Work Order Update 


Landing Gear 


| | Bending 


l Centre Not Concentric to O/S 


u Cracks 

ë Crushed/Crimped. 
Cuffs ` 

MB Heat Treat 


e Ti inspection Strip in Tube 
Ripples in Bend 
Torgue Waves in Extrusion 
| Turning Sequence 
|| Wave/Twist in Tube 
H:/FORMS/Quality Assurancelapproved QA/NCRWO Rev G 


General 
LA Bend 
lš BOM/Route 
| Broken/Damaged 
Burrs 
|| Contamination 
m Countersink 
H Cut Too Short 
LA Drill Holes 
H Drawing 
H Finish 
Folio 


= Grain 
Hardware 


H Inspection Incomplete 

| | Instructions Incomplete/Unclear 
Maintenance 

| |Mislabeled 


Misread 
lš Offset 


m Out of Calibration 
lš Out of Sequence 
| Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


NE Pee 


| Root Description of work order update Initial Action Sign & 
| Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT AUT CATEGOR O 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| [Other 


Work Order ID 91138 


October-03-12 9:00:50 AM 


Item ID: D3805-041 


“011385 


Accept 


* * Setup Start * * 
GE N9NNNAN1NN NGA 
Item Name: Wearplate Assembly Fwd, Low Gear Stop * N Q 2 * 
Start Date: 03/10/2012 Start Qty: 8.00 FON Cust Item ID: 
Required Date: 12/11/2012 Req'd Qty: 8.00 *Q* Customer: 
Reference: 
ES s WW ai 7 Š Run Start A Je 
Approvals: Process Plan: _ w Date: Tooling: Date: _ N R 1 
Sto 

QC: a _ Date: SPC (Y/N): " Date: _ o P + N R 2 * 
Sequence ID/ Operation I Set Up/ ToolID  Tool# Plan — Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
150 0.00 
#A ROK < © A 
Small Fab Memo 0.00 Sie A 30 
Small Fab 1- Bond D3807-1 gasket to inner surface of wearplate using a thin layer of 3m Mad SE? 

1300/1300L scotch grip adhesive as per dwg 
BATCH: {77 LAZA ZO (o 
— 
160 QC5- Inspect part completeness to step on W/O 0.00 ofS) 
*4AN* 9-49 NG ES 
QC Memo 0.00 la. IG -29 
Quality Control 
170 Identify as per dwg & Stock Location: t Ë | 0.00 
* * 
170 Sy 4 Hl SE 

Packaging Memo 0.00 


Packaging 


f : DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water !et Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT TT FAULTGATEGORY | 
Landing Gear General 
Bending l Bend Grain Ovalized Pressure/Forced 
Centre Not Concentric to O/S NM BOM/Route l Hardware Over/Under tolerance Temperature/Cure 
Cracks i Broken/Damaged H Inspection Incomplete Part Incorrect Weld 
Crushed/Crimped. H Burrs Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
a Cuffs || Contamination a Maintenance Part Moved 
E Heat Treat Countersink | | Mislabeled Positioned Wrong 
a Inspection Strip in Tube Cut Too Short lš Misread Power Loss/Surge E Other 
Ripples in Bend lš Drill Holes Offset 
li Torque Waves in Extrusion H Drawing NM Out of Calibration 
| Turning Sequence H Finish | | Out of Sequence 


Wave/Twist in Tube 
H:/FORMS/Quality Assurancelapproved QA/NCRWO Rev G 


u Folio 


| Outside Dimensions 


Work Order ID 91138 
October-03-1 2 9:00:50 A M | 


Item ID: D3805-041 


*01138* 


Page 4 


Accept 


* * Setup Start * * 
GE NQNNN40100 NS1 
Item Name: Wearplate Assembly Fwd, Low Gear Stop ak N Q 2 * 
Start Date: 03/10/2012 Start Qty: 8.00 KOK Cust Item ID: 
Required Date: 12/11/2012 Req'd Qty: 8.00 *Q* Customer: 
Reference: 
z T Ge SES E Run Start A ke 
Approvals: Process Plan: A Date: ` Tooling: SC ee Date: N R 1 
Sto 

QC: u —_ Date: SPC (Y/N): Date: Po N R 9 * 
Sequence ID/ Operation i Set Up/ | Tool ID Toolt Plan — Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
180 QC21- Final Inspection - Work Order Release 0.00 I 
*48N* w DJ 3) 
QC Memo 0.00 


Quality Control 


š DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT AUT CATEGOR Å 
Landing Gear General 
m Bending LA Bend ië Grain Ovalized Pressure/Forced 
Í Centre Not Concentric to O/S Ki BOM/Route lš Hardware Over/Under tolerance Temperature/Cure 
Æ Cracks ll Broken/Damaged | Inspection Incomplete Part Incorrect Weld 
| Crushed/Crimped. | Burrs H Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulied 
SS Cuffs m Contamination B Maintenance Part Moved 
H Heat Treat Å Countersink m Mislabeled Positioned Wrong 
H Inspection Strip in Tube m Cut Too Short lš Misread Power Loss/Surge Bü Other 
m Ripples in Bend NM Drill Holes H Offset 
a Torque Waves in Extrusion H Drawing m Out of Calibration 
m Turning Sequence | Finish l Out of Sequence 


lš Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


lš Folio 


Outside Dimensions 


Picklist Print 
October-03-12 9:00:54 AM 


Work Order ID: 91138 


*01138* 
*N38N5-N41* 


D3805-041 
Wearplate Assembly Fwd, Low Gear 


Parent Item: 


Parent Item Name: 


Comments: IPP Rev:A 08-07-21 new issue DD verified by:EC 
03-04 rev.a as per dwg DD verified by:EC 


as perdwg DD verified by:EC 


Component Item ID/ Bin Primary Last 


IPP Rev:B 09- 
IPP Rev:C 11.10.04 rev.b 


Route 


Unit of Qtyon Qty per Kit Total Qty 


Start Date: 03/10/2012 
Start Qty: 8.00 


Required Date: 12/11/2012 
Required Qty: 8.00 


Replacement Mfg/ Date status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D3805-1 Manufactured No 100 Each 36.0000 l 8 
* * kk 
NAANA-A SE. l ` 
Plate 
Location Loc Oty Loc Code Lë 
B 4/195 WA 30 Lë 1/10/29 MAL 
79621 12 
90473 9 
90474 9 
WA025 4 
78127 4 
WA030 2 
75674 l 
å 80438 - I 
D3806-1 Manufactured No 100 Each 36.0000 l 8 
* * 
N38N64-1 SE 7 : i 
Bar 
Location Loc Qty Loc Code 
B Ou WA 12 beg la /10/89 MAL 
0 / 90475 2 
90476 10 
WA030 24 
74888 4 
79569 20 


DOA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube ; Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
f Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Ta ———— —c%üo  — 
00000 FAULTCATEGORY | CATEGORY 
Landing Gear : General 
H Bending ll Bend ll Grain Ovalized Pressure/Forced 
o] Centre Not Concentric to O/S NM BOM/Route Hardware : Over/Under tolerance Temperature/Cure 
m Cracks lš Broken/Damaged I H Inspection Incomplete Part incorrect Weid 
NM Crushed/Crimped. lš Burrs B Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
lš Cuffs || Contamination Maintenance Part Moved 
E Heat Treat a Countersink NM Mislabeled Positioned Wrong 
H Inspection Strip in Tube | Cut Too Short m Misread Power Loss/Surge H Other 
Ripples in Bend NM Drill Holes ll Offset 
ië Torque Waves in Extrusion HM Drawing ë Out of Calibration 
m Turning Sequence | | Finish m Out of Sequence 


Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


| Folio 


B Outside Dimensions 


Picklist Print 
October-03-12 9:00:54 AM 
Work Order ID: 91138 
Parent Item: D3805-041 


Parent Item Name: ` Wearplate Assembly Fwd, Low Gear 


D3807-1 Manufactured 


*N38N7-1* 


Gasket 


*01138* 
*N38N5-041* 


No 


Location 
FP002 
69022 
GA 
74943 
76741 
79625 
EE 


150 Each 


Page 2 


Start Date: 03/10/2012 Required Date: 12/11/2012 
Start Qty: 8.00 Required Qty: 8.00 
34.0000 1 


kè 890477 fè) de 42. 


Loc Code 


October-03-12 9:00:54 AM 


Shop Packet Print 


Page 2 


DOA: Date: 
NÆR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


{ Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
į Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


PO RAULT CATEGOR Oò CATEGORY 
Landing Gear General 
lš Bending | Bend ae. Grain Ovalized Pressure/Forced 
Æ Centre Not Concentric to O/S BOM/Route zi Hardware Over/Under tolerance Temperature/Cure 
Cracks lll Broken/Damaged Inspection Incomplete Part Incorrect Weld 
a Crushed/Crimped. a Burrs | Instructions Incomplete/Unciear Part Lost/Missing Wrong Stock Pulled 
Cuffs Contamination Ed Maintenance Part Moved 
NM Heat Treat lš Countersink lš Mislabeled Positioned Wrong 
a inspection Strip in Tube LA Cut Too Short ki Misread Power Loss/Surge || Other 
| [Ripples in Bend | [Drill Holes | [Offset 
ll Torque Waves in Extrusion ll Drawing NM Out of Calibration 
|| Turning Sequence c] Finish H Out of Sequence 


m Wave/Twist in Tube 
H:/FORMS/Quality AssuranceVapproved QA/NCRWO Rev G 


| [Folio 


LA Outside Dimensions 


4 3 2 H 
QTY | QTY | QTY 
ITEM Eu -041 | -043 | -045 | .047 PIN DESCRIPTION 
D3805-041 FWD WEARPLATE ASSY, LOW GEAR 
D3805-043 FWD WEARPLATE ASSY, HIGH GEAR 
D3805-045 AFT WEARPLATE ASSY, LOW GEAR 
D3805-047 AFT WEARPLATE ASSY, HIGH GEAR 
D3805-1 PLATE 
03805-3 PLATE 
D3805-041 FWD WEARPLATE ASSY, LOW GEAR D3805-5 PLATE 
——7 — AT Te A) 
03805-7 PLATE 
D3806-1 BAR 
03806-3 BAR 
D3806-5 hee 
BAR 
GASKET 
GASKET 
GASKET 
GASKET G 
D3805-043 FWD WEARPLATE ASSY, HIGH GEAR 20598 HARDCOAT 
emmmer ALS a LAN 
1300 9 
(OR 13005) | 3M SCOTCH-GRIP ADHESIVE 


SHOP COPY 
RETURN TO 
ENGINEERING EN 
UNCONTROLLED COPY RE L EA SE ° 
SUBJECT TO AMENDMENT 2011 - GI H 
WITHOUT NOTICE 
WORK ORDER 
No. AB MLI 
: yZ-1O- D: 


REVISED D3805-1 a TO EASE MANUFACTURABI ILITY ` 
(ADD) ED CUTOUT END OF PLATE PER PAR11-106) 
REORGANIZED NOTES SHEETS 28 


D3805-045 AFT WEARPLATE ASSY, LOW GEAR 


DE eee mn [er | nr | 
[oesion Te ] DART AEROSPACE USA, INC. 


an oe KENT, WA 
[CHECKED | ` Z DRAWING NO. 
IMFG.APPR. | ÅÅ |D3805 


APPROVED ra TITLE 
DE APPR. = 

COPYRIGHT ©2006 BY DARTAER AEROSPACE USA, INC. 
DATE 44.09.16 neonan Cerne KT, Se alara wa 


ET TOER LED ANY BOGE A COPED on CAAMA ED YO Je OMEN 
WOT TEN PERSEN SOM OAR AEROSPACE USA. NG. 


D3805-047 AFT WEARPLATE ASSY, HIGH GEAR 


1 


D3805-1 
PLATE 


$0.19 THRU D? 


D3805-041 FWD WEARPLATE ASSY, LOW GEAR 


03807-1 


GASKETUD 


VIEW A-A c5.2 


NOTES: 
1) MATERIAL: N/A š 
2) FINISH: POWDER COAT "GREY SANDTEX" (4.3.5.6) PER DART QSI 005 4.3 
3) TOLERANCES: PER DART QSi 018 UNLESS OTHERWISE NOTED 
| ; 4) UNITS: INCHES UNLESS OTHERWISE NOTED 
. 5) BREAK SHARP EDGES: N/A 

$} IDENTIFICATION: IDENTIFY WITH DART P/N "D3805-04X" 
7) WEIGHT: D3805-041 = 4.18 Ibs; D3805-043 = 4.78 Ibs 
8) WELDING: PER QSI 004 
9) 2059B HARDCOAT WELD, 0.19 THICK X 0.50 WIDE, FLUSH 
10) AFTER WELDING, TRANSFER DRILL THRU BAR FROM PLATE 


11) AFTER FINISH, BOND D3807-X GASKET TO INNER SURFACE OF WEARPLATE USING A THIN LAYER OF 3M 1300/1300L SCOTCH GRIP ADHESIVE 


8 7 D 


USING FINE POINT PERMANENT INK MARKER 


WITH D3806-X BAR ON ALL 3 SURFACES 


Li JERN Es 
EE ° 
— Fc Fc 
A PLATE 
kam] El — 
0.19 THRU ED 
Ç 


D3806-3 
BAR 


D3805-043 FWD WEARPLATE ASSY, HIGH GEAR 


D3807-3 


GASKET [HD 


ELEAS 


2011 -10- AP 


VIEW B-B c1-2 


[osien | åP T DART AEROSPACE USA, INC. 
[DRAWN | Å] KENT, WA Å 


CHECKED | a |DRAWNGNO REV.B 
IMFG.APPR._| Af _, (03805 SHEET 2 OF 8 
APPROVED | AND Tag SCALE 
|DEAPPR. | < |WEARPLATE ASSY NTs 


COPYRIGHT © 2008 BY DART AEROSPACE USA, INC. 

THS DOUAT G PREYATE NO EEN AND E EUPPLED ON THE EXPRESS CONDITION THAT CF 1S 

HOT TO BE USED FOR ANY PURPOSE OR GOPEN OR CONMAMCATED TO ANY OTHER PERSON WEMOUT 
WANT TEN PERDOSSION FROM CART AEROSPACE USA. NG. 


2 | 1 


DATE 44.09.16 


5 4 


D3805-045 AFT WEARPLATE ASSY 


D3807-5 
GASKET ED 


VIEW C-C cs-3 


NOTES: 

1) MATERIAL: N/A 

3 FINISH: POWDER COAT "GREY SANDTEX" (4.3.5.6) PER DART QSI 005 4.3 

3) TOLERANCES: PER DART QS) 018 UNLESS OTHERWISE NOTED 

4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) BREAK SHARP EDGES: N/A 

6) IDENTIFICATION: IDENTIFY WITH DART P/N "D3805-04X" USING FINE POINT PERMANENT INK MARKER 

7) WEIGHT: D3805-045 = 4.24 Ibs; D3805-047 = 4.53 Ibs 

8) WELDING: PER QSI 004 

9) 20598 HARDCOAT WELD, 0.19 THICK X 0.50 WIDE, FLUSH WITH D3806-X BAR ON ALL 3 SURFACES 

11 AFTER WELDING, TRANSFER DRILL THRU BAR FROM PLATE ` 
11) AFTER FINISH, BOND D3807-X GASKET TO INNER SURFACE OF WEARPLATE USING A THIN LAYER OF 3M 1300/1300. SCOTCH GRIP ADHESIVE 


8 7 6 S 4 


EO 40.19 THRU 


D3805-7 


e D 
O ° j [e] : pi 
5 
B2.3 D-a 


D3805-047 AFT WEARPLATE ASSY. 


BASKET ID | 
MELEASER 
VIEW D-D c13 2011 -10- id 


[esien | el T DART AEROSPACE USA, INC. 
EE de 


|CHECKED | CC [DRAWING NO. REV.B 

[MG.APPR. | AA. 103805 

JAPPROVED | Je Te 
Ad 


DEAPPR | W | 
PYRI 2008 PACE USA, ING. 
DATE 44 09.16 AA e eee 
.09. Vær TO BE une KA ANT putas OR conto OR esas TO mer GRA RA 
NGATI Pan RA eg 


3 e 2 1 


8 7 5 
6 4 a 2 1 
0.93 D 
d 35.68 | 
D3805-1 PLATE 
(MAKE FROM D3805-1 F) 
43.25 
42.073 ë 
33.175 
R0.61 RI. 
2 Pt 3.000 SE 15.450 DETAIL G 
2 DETAIL F 82 4.000 
S : PE Sk 
3.00 e E u ' a 1 té t 1 ay D 1 t t ' ' = 5.320 
5420 Typ PEN ' FK Ei bes == = ZE EE eo EE -> 3PL 
— Lea Lei ° ° 
A0250 See á p 
1.25 . 0.188 THRU 420° 
Tyr 2PL TYP wae 4.500 
DETAIL J Se 24.000 7.000 
ÆA D3805-1F PLATE 
ELEAS ER 
2011 -10- DE 
NOTES: 5 
1) MATERIAL: AIS! 304/316 STAINLESS STEEL SHEET PER AMS 5513 OR 5524 [pesen] 4f | DART AEROSPACE USA, INC. A 
18 GAUGE (0.050 THICK) [DRAWN | k | KENT, WA 
REF. DART SPEC. M304518GA [CHECKED | 77g? | ORAWING NO. REV. B 
2) FINISH: NONE Ni D3805 Š 
3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED IMFG.APPR. I ZAN | SHEET 4 OF 8 
RET = SEET 
: 0.0 0.01 Wie 
6) IDENTIFICATION: N/A ` DEAF. | -4f | WEARPLATE ASSY me ` 
7) WEIGHT: 2.11 Ibs DATE 44.09.16 Ee 
.09. BER er eaters e 
8 7 6 5 4 3 2 1 


, 41138 


0.92 


D 
| 41.75 J 
D3805-3 PLATE 
(MAKE FROM D3805-3F) 
49.27 
48.096 c 
38.175 
5.000 RI Og 15.450 DETAIL G 
C6-6 4.000 
DETAIL F 00 a, 
| | 5.320 
W ann => anan "e—a 4) 3PL 
A & ° , 
pa Ty e pose ason 
DETAIL J Ba. 30.500 7.000 
D3805-3F PLATE f 
2011-10-83 
NOTES: 
1) MATERIAL: AISI 304/316 STAINLESS STEEL SHEET PER AMS 5513 OR 5524 


18 GAUGE (0.050 THICK) 

REF. DART SPEC. M304$18GA 
I FINISH: NONE 
3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
4) UNITS: INCHES UNLESS OTHERWISE NOTED 
5) BREAK SHARP EDGES: 0.005 TO 0.010 MAX 
6) IDENTIFICATION: N/A 
7) WEIGHT: 2.36 Ibs 


`8 7 


COPYRIGHT 
TS DOCUMENT IS PRIVATE AND! 


ae 
HETT TO BE USED FOR AMY PURPOSE OR COPED OR 


REV.B 
SHEET 5 OF 8 


€& 2008 BY DART AEROSPACE USA, INC. 
REEL AND © SUPPLED Ov THE DRESS OOMITION VHAT IT 
| CONBARCCATED fO ANY OTHER PERSON WITHOUT 
ART AEROSPALE USA NG. 


D3805-5 PLATE 
(MAKE FROM D3805-5F) 


3.515 c 


25.225 
DETAIL F 
ces 


Ri.00 


C DETAIL G 
TYP 2PL 


90.188 THRU 
2PL 


NOTES: 

1) MATERIAL: AISI 304/316 STAINLESS STEEL SHEET PER AMS 5513 OR 5524 
18 GAUGE (0.050 THICK) 
REF. DART SPEC. M304518GA 

2) FINISH: NONE 

3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 

4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) BREAK SHARP EDGES: 0.005 TO 0.010 MAX 

6) IDENTIFICATION: N/A 

7) WEIGHT: 2.06 Ibs 


8 i Z i 6 


31.000 


D3805-5F PLATE 


ELEASE 
2911-10-03 


DESIGN | 47 | DART AEROSPACE USA, INC. 
am — | DART AEROSPACE USA, INC. |, 


oan | (Z [BrANNGNO E.B 
bes appr. | ÅÅ |D3805 ME 


COPYRIGHT © 2008 BY DART AEROSPACE USA, INC. 

THS DOCUMENT A PRIVATE AND CENG DENTA, ANO 19 SUPPLED ON THE EXPRESS GEN MAT A D 

MOTTO BE USED FOR ANY PURPOSE OR COPIED Ok COMMUNICA TED TO ANY OTHER PERSON WITHOUT 
ORTEN PERANSSYON FROM DART AEROSPACE USA. NE. 


D3805-7 PLATE 
(MAKE FROM D3805-7F) 


45.14 


24.875 


R1.00 
TYP 


DETAIL F 
Ces 


00.188 THRU 
2PL 


33.125 


D3805-7F PLATE 


ELEASER 
2011-10-03 


NOTES: 
A 1) MATERIAL: AISI 304/316 STAINLESS STEEL SHEET PER AMS 5513 OR 5524 
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